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FIG - 18 

PRIOR ART 



FORGING 



1. Cut thick walled tube into two pieces. 

1 st section to be used to make the housing body. 
2 nd section to be used to make the spindle- 



Extrude 1 st section into a variable walled elongated form. 

Warm form 2 nd section in a two stage progression to 
form the spindle blank. 



4. Crop the ends of both the 1 st and 2 nd sections. 



5. Friction weld the 1 st and 2 nd sections back together to 
complete the axle tube housing blank. 



Machine off the "rams horn" resulting from the friction 
welding process. 
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WELDING 



1. 


Press a forged weld flange onto the axle tube housing 
blank and fusion weld in position. 


— 62 


2. 


Position and locate remaining axle tube brackets 
(spring seat, shock mount, etc.) 


— 64 


3. 


Straighten tube. 


— 66 



MACHINING 



1 . Face spindle end of tube. 



3. Face and center rear end of tube (machining datum 
line is centerline of tube). 



5. Turn weld flange face. 



6. Turn carrier press fit OD at rear end of tube. 



Roll thread. 



8. Drill and de-burr holes in weld flange. 



•68 



2. Center spindle end of tube. ] JQ 

-72 



4. Turn spindle. 74 

-76 



-78 



-82 



9. Finish grind bearing and seal surface, and cut keyway. $4 



10. Wash, rustproof, package and ship. 
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FIG - 20 



Title: ONE-PIECE AXLE TUBE HOUSING ASSEMBLY 
Invent r: Bryan P. Prucher 
Attorney: Philip E. Rettig - Harness, Dickey & Pierce, P.L.C. 
Attorney Docket No.: 9539-000075 



5/8 




r m 



104- 
116- 



\ \ \ > WW 



120 



124 



-^'y S ////////// f J J > J / J J / s // j ;l=r7=ri 



FIG ■ 22 
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FIG ■ 24 
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FIG - 27 



FORGING 



1 . CNC rotary swage a thick walled tube into a single piece, 
variable wall, near-net / net shaped axle tube housing blank. 



— 500 



WELDING 



1 . Press a weld flange (fine blanked with bolt holes) onto 
the axle tube housing blank and fusion weld in position. 



Position and locate remaining axle tube brackets 
(spring seat, shock mount, etc.) 



Straighten tube. 
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MACHINING 



1 . Face spindle end of tube. 



680 



2. Face and center rear end of tube (machining datum 
line is from rear centerline of tube and weld flange bolt 
holes). 



3. Turn spindle. 
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4. Roll thread. 



5. Finish grind bearing and seal surface, and cut keyway. 



6. Wash, rustproof, package and ship. 



840 
860 



